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(57) ABSTRACT

A mold mcluding a product cavity that 1s to be filled with a
molten metal to mold a product; a supply cavity that connects
to one side of the product cavity to supply the product cavity
with the molten metal that 1s poured from a casting port; and
a cooling cavity that connects to the other side of the product
cavity and in which the molten metal filling the cooling cavity
1s cooled before the molten metal filling the product cavity
and the supply cavity 1s cooled. A modulus M (=V/S) as a
ratio of a volume V to a cooling surface area S 1n each of the
cavities has arelation of Ms>Mp>Mc, where Mp 1s amodulus
of the product cavity, Ms 1s a modulus of the supply cavity,
and Mc 1s a modulus of the cooling cavity.
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MOLD AND CASTING METHOD USING THE
MOLD AND DESIGN METHOD OF THE
MOLD

INCORPORATION BY REFERENC.

L1l

The disclosure of Japanese Patent Application No. 2010-
283179 filed on Dec. 20, 2010 including the specification,
drawings and abstract 1s incorporated herein by reference 1n
its entirety.

BACKGROUND OF THE INVENTION

The present invention relates to a mold that 1s to be filled
with a molten metal to mold a cast product and casting meth-
ods using the mold, and design methods of the mold

DESCRIPTION OF THE RELATED ART

When performing casting such as die casting, various mea-
sures have been taken to prevent formation of blow holes
(deformation such as voids, cracks, or shrinkage, which
occurs 1n molded articles) during solidification and shrinkage
of a molten metal. For example, 1n product designs, measures
have been taken such as measures to make the thickness of
cach part of a product uniform, to eliminate thick portions 1n
a product, or the like, and measures to provide a cooling hole
in a mold to perform cooling or the like.

For example, in a casting method and a casting apparatus of
Japanese Patent Application Publication No. JP-A-2002-
346728, 1t 1s disclosed that a molten metal 1s poured into a die,
and 1s directionally solidified from one side to the other side
by heating/cooling means after a surface layer of the molten
metal 1n contact with the die 1s solidified. In a part having a
complex shape, satisfactory directional solidification 1s
caused to proceed based on the result of flow and solidifica-
tion simulation to prevent generation ol casting defects,
thereby implementing manufacturing of high quality cast-
Ings.

SUMMARY OF THE INVENTION

In Japanese Patent Application Publication No. JP-A-
2002-3467728, however, the heating/cooling means need be
separately used, which complicates facilities. On the other
hand, it 1s difficult to change a product shape 1n product
design. It 1s therefore desired to develop a method that main-
tains a product shape and that 1s capable of preventing for-
mation of blow holes by simple measures.

The present invention was developed 1n view of the above
conventional problems, and 1s mtended to provide a mold
capable of preventing, by simple measures, formation of blow
holes 1n a cast product that 1s molded 1n a product cavity, a
casting method using the mold, and a design method of the
mold.

According to one aspect of the present invention, a mold
includes: a product cavity that 1s to be filled with a molten
metal to mold a product; a supply cavity that connects to one
side of the product cavity to supply the product cavity with the
molten metal that 1s poured from a casting port; and a cooling,
cavity that connects to the other side of the product cavity and
in which the molten metal filling the cooling cavity 1s cooled
before the molten metal filling the product cavity and the
supply cavity 1s cooled, A modulus M (=V/S) as a ratio of a
volumeV to a cooling surface area S 1n each of the cavities has
a relation of Ms>Mp>Mc, where Mp 1s a modulus of the
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2

product cavity, Ms 1s a modulus of the supply cavity, and Mc
1s a modulus of the cooling cavity.

According to another aspect of the present invention, a
casting method using the mold includes filling the supply
cavity, the product cavity, and the cooling cavity with the
molten metal through the casting port, and first solidifying the
molten metal filling the cooling cavity, then solidifying the
molten metal filling the product cavity, and lastly solidifying,
the molten metal filling the supply cavity.

According to still another aspect of the present invention, a
design method of the mold includes dividing the product
cavity mto two portions, namely a product cavity portion on
the one side connecting to the supply cavity, and a product
cavity portion on the other side connecting to the cooling
cavity, at a predetermined position of the product cavity
where the product cavity has a change in shape, and deter-
mining respective shapes of the supply cavity and the cooling
cavity based on the modulus Ms of the supply cavity and the
modulus Mc of the cooling cavity so as to satisiy relations of
“xMs/Mpa=1" and “fx{Mpa/(Mpb+Mc)}=1,” where Mpa
1s a modulus of the product cavity portion on the one side,
Mpb 1s a modulus of the product cavity portion on the other
side, and 1 1s a critical solid-phase ratio that 1s determined by
a material component of the molten metal.

In the above mold, the supply cavity 1s provided on the one
side of the product cavity, and the cooling cavity 1s provided
on the other side of the product cavity. The modulus Mp of the
product cavity, the modulus Ms of the supply cavity, and the
modulus Mc of the cooling cavity have the relation of
Ms>Mp>Mc.

Thus, when performing casting by using the above mold,
the molten metal filling the cooling cavity can first be solidi-
fied, the molten metal filling the product cavity can then be
solidified, and lastly the molten metal filling the supply cavity
can be solidified. That 1s, the molten metal can be sequentially
solidified from one side to the other side of the cavities by
designing the respective shapes of the cavities in the mold as
appropriate.

Accordingly, the above mold can prevent can prevent, by
simple measures, formation of blow holes (deformation such
as voids resulting from incomplete filling, cracks, or shrink-
age) 1n a cast product that 1s molded 1n the product cavity.

Note that the cooling surface area S 1s the surface area of
the cavity that 1s 1n contact with the molten metal in the mold.

Like the invention of the cast, the above casting method can
prevent, by simple measures, formation ol blow holes 1n a cast
product that 1s molded 1n the product cavity.

The above design method of the mold provides a method
for appropnately designing a mold for molding a cast prod-
uct.

Specifically, the product cavity 1s divided into the two
portions, namely the product cavity portion on the one side
and the product cavity portion on the other side, and the shape
of each cavity 1s determined so that the modulus Mpa of the
product cavity portion on the one side and the modulus Mpb
of the product cavity portion on the other side satisty the
relations of “fxMs/Mpaz=1"" and “tx{Mpa/(Mpb+Mc)}=1."

It 1s considered that no blow holes are formed 1n a cast
product that 1s molded 1n the product cavity portion on the one
side 11 the expression “IxMs/Mpa=1" 1s satisfied where the
modulus Mpa of the product cavity portion on the one side 1s
a filling portion that i1s intensively filled with the molten
metal, and the modulus Ms of the supply cavity 1s a supply
portion that 1s supplied with the molten metal.

It 1s considered that no blow holes are formed 1n a cast
product that 1s molded 1n the product cavity portion on the
other side if the expression “fx{Mpa/(Mpb+Mc)}=1" is sat-
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isfied where the sum of the modulus Mpb of the product
cavity portion on the other side and the modulus Mc of the
cooling cavity 1s the filling portion that 1s intensively filled
with the molten metal, and the modulus Mpa of the product
cavity portion on the one side 1s the supply portion that 1s
supplied with the molten metal.

Thus, determining the respective shapes of the product
cavity portion on the one side, the product cavity portion on
the other side, the supply cavity, and the cooling cavity so as
to satisty the above expressions allows the mold to be manu-
factured which prevents formation of blow holes 1n a cast
product that 1s molded 1n the product cavity serving as the
product cavity portion on the one side and the product cavity
portion on the other side.

Note that the critical solid-phase ratio 1 1s a value repre-
sented as a ratio of a solid phase to the entire molten metal
when the molten metal 1s 1n a solid-liqud coexistent state.
The critical solid-phase ratio 1 1s determined by the material
component of the molten metal, and 1s around 0.3 1n the case

where the molten metal 1s, for example, an aluminum alloy,
ADCI12.

BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1 1s an enlarged 1llustration showing a part of a cross
section of each cavity in a mold according to a first embodi-
ment;

FI1G. 2 1s an 1llustration showing a cross section of the mold
formed by mating a pair of mold parts according to the first
embodiment;

FIG. 3 1s an 1llustration schematically showing a state in
which each cavity 1s formed 1n the mold according to the first
embodiment;

FIG. 4 1s an illustration showing, 1n a cross section as
viewed in the direction of line A-A 1n FIG. 3, a casting molded
in the mold according to the first embodiment;

FIG. 5 1s anillustration showing a casting molded 1n amold
according to a second embodiment; and

FIG. 6 1s an enlarged 1llustration showing a part of a cross
section of each cavity in the mold according to the second
embodiment.

DETAILED DESCRIPTION OF TH
EMBODIMENTS

(L]

Preferred embodiments of the mold and the casting method
using the mold, and the design method of the mold will be
described below.

The product cavity, the supply cavity, and the cooling cav-
ity can be formed in an annular shape, the supply cavity can
continuously connect in the annular shape to the product
cavity on an outer peripheral side serving as the one side of the
product cavity, and the cooling cavity can be formed by
including a plurality of fin-shaped cavity portions, and can
continuously connect 1n the annular shape to the product
cavity on an inner peripheral side serving as the other side of
the product cavity.

In this case, the supply cavity and the cooling cavity can be
appropriately formed with respect to the annular product
cavity, and blow holes can be prevented from being formed 1n
an annular cast product.

It 1s preferable that the above mold be a die casting mold in
which the product cavity, the supply cavity, and the cooling,
cavity are formed at a position of a mating face where a pair
of mold parts are mated together.

In this case, blow holes can be prevented from being
formed 1n a cast product serving as a die cast product.
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| Embodiments]}

Herematter, embodiments of the mold and the casting
method using the mold, and the design method of the mold
will be described with reference to the drawings.

(First Embodiment)

As show 1n FIGS. 1 and 2, amold 1 of the present embodi-

ment includes: a product cavity 2 that 1s to be filled with a
molten metal 51 to mold a product 52; a supply cavity 3 that
connects to one side of the product cavity 2 to supply the
product cavity 2 with the molten metal 51 that 1s poured from
a casting port 31; and a cooling cavity 4 that connects to the
other side of the product cavity 2 and in which the molten
metal 31 filling the cooling cavity 4 1s cooled before the
molten metal 51 filling the product cavity 2 and the supply
cavity 3 1s cooled.

A modulus M (=V/S) as a ratio of a volume V to a cooling
surface area S 1n each cavity 2, 3, 4 has a relation of
Ms>Mp>Mc, where Mp 1s a modulus of the product cavity 2,
Ms 1s a modulus of the supply cavity 3, and Mc 1s a modulus
of the cooling cavity 4.

The mold 1 and a casting method using the mold 1, and a
design method of the mold 1 according to the present embodi-
ment will be described below with reference to FIGS. 1 to 4.

FIG. 1 1s an enlarged view showing a part of a cross section
of each cavity 2, 3, 4 1n the mold 1. FIG. 2 1s a diagram
showing a cross section of the mold 1 formed by mating a pair
of mold parts 11.

The mold 1 of the present embodiment molds an aluminum
die cast product serving as a casting 5 in the product cavity 2
by using an aluminum material as the molten metal 51. The
mold 1 of the present embodiment 1s a die casting mold in
which the product cavity 2, the supply cavity 3, and the
cooling cavity 4 are formed at the position of a mating face
111 where the pair of mold parts 11 are mated together.

The casting 5 that 1s molded in the mold 1 of the present
embodiment 1s an aluminum part having an annular shape.
When molding (casting) this aluminum part, the supply cav-
ity 3 and the cooling cavity 4 are formed 1n the mold 1 1n order
to mold the product 52 1n the product cavity 2 without form-
ing blow holes.

FIG. 4 shows the casting 5 molded in the mold 1. The
annular product 52 i1s molded 1n the product cavity 2, a
molded body 53 1s molded 1n the supply cavity 3, a molded
body 54 1s molded in the cooling cavity 4, and a molded body
531 1s molded 1n the casting port 31. Each molded body 53,
54, 531 1s removed from the casting 3 after the casting process
by cutting, machining, or the like, thereby forming the prod-
uct 32.

FIG. 3 1s a diagram schematically showing a state in which
cach cavity 2, 3, 4 1s formed 1n the mold 1.

As shown inthe figure, 1n the mold 1 of the present embodi-
ment, the annular supply cavity 3 1s concentrically formed on
the outer peripheral side serving as one side with respect to
the annular product cavity 2, and the annular cooling cavity 4
1s concentrically formed on the inner peripheral side serving
as the other side with respect to the annular product cavity 2.

The supply cavity 3 continuously connects 1n the annular
shape to the product cavity 2 on the outer peripheral side of
the product cavity 2. The cooling cavity 4 1s formed by 1nclud-
ing a plurality of fin-shaped cavity portions 41 (see FIG. 1),
and continuously connects 1n the annular shape to the product
cavity 2 on the inner peripheral side of the product cavity 2.

As shown 1n FIG. 1, the supply cavity 3 has a circular cross
section 1n order to reduce 1its modulus Ms as much as possible.
As shown 1n FIGS. 2 and 3, the casting port 31 for pouring the
molten metal 51 1s formed at one position in a circumierential
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direction of the supply cavity 3. The volume of the supply
cavity 3 1s larger than that of the product cavity 2.

As shown 1n FIG. 1, 1n order to increase the modulus Mc of
the cooling cavity 4 as much as possible, the cooling cavity 4
1s formed by arranging the plurality of fin-shaped cavity
portions 41 so that the plurality of fin-shaped cavity portions
41 extend from the center position in an axial direction of the
annular shape of the annular product cavity 2 toward both
sides of the axial direction 1n a branched manner.

As shown 1in FIGS. 1 and 3, the product cavity 2 that molds
the product 52 according to the present embodiment 1s
formed by continuously forming a representative cross-sec-
tional shape of the product cavity 2 1n a circumierential direc-
tion C of the annular shape. The product cavity 2 has, 1n the
representative cross-sectional shape, a recessed portion 21
serving as a change in shape at a predetermined position in a
radial direction R of the annular shape which 1s perpendicular
to the circumierential direction C of the annular shape.

As shown in FIG. 1, 1n a design method of the mold 1 of the
present embodiment, when designing the mold 1, the product
cavity 2 1s divided into two portions, namely an outer periph-
eral portion and an inner peripheral portion, at the recessed
portion 21 to determine the size and shape of the supply cavity
3 and the size and shape of the cooling cavity 4. That 1s, the
product cavity 2 1s divided at the recessed portion 21 into two
portions, namely a product cavity portion 2A on the outer
peripheral side serving as the one side connecting to the
supply cavity 3, and a product cavity portion 2B on the inner
peripheral side serving as the other side connecting to the
cooling cavity 4.

In the figure, broken lines represent the boundaries of the
product cavity portion 2A on the outer peripheral side, the
product cavity portion 2B on the inner peripheral side, the
supply cavity 3, and the cooling cavity 4.

The respective shapes of the supply cavity 3 and the cool-
ing cavity 4 are determined based on the modulus Ms of the
supply cavity 3 and the modulus Mc of the cooling cavity 4 so
as to satisty the relations of “IxMs/Mpa=1"" (Expression 1)
and “fx{Mpa/(Mpb+Mc) } =1 (Expression 2), where Mpa is
a modulus of the product cavity portion 2A on the outer
peripheral side, Mpb 1s a modulus of the product cavity por-
tion 2B on the 1nner peripheral side, and 1 1s a critical solid-
phase ratio that 1s determined by a material component of the
molten metal 51.

Expressions 1 and 2 are determined based on the following
reference expression that presumes formation of blow holes.

As this reference expression, a volume ratio 0(%) of blow
holes is given by “d=exp{1-fx(M2/M1)},” where € is an
inner/outer shrinkage distribution ratio that 1s determined by
the material component of the molten metal 51, 5 15 a solidi-
fication shrinkage ratio that 1s determined by the material
component of the molten metal 51, 1 1s a critical solid-phase
ratio that 1s determined by the material component of the
molten metal 51, M1 1s a filling portion that 1s intensively
filled with the molten metal 51, and M2 1s a supply portion
that 1s supplied with the molten metal 51.

The 1inner/outer shrinkage distribution ratio € 1s a value that
indicates whether blow holes are more likely to be formed 1n
an iner portion of the cavity that is filled with the molten
metal 51 or 1n a surface portion of the cavity. The solidifica-
tion shrinkage ratio {3 1s a value that indicates a ratio of
shrinkage of the molten metal 51 during solidification
thereol. The critical solid-phase ratio 1 1s a value that 1s
represented as a ratio of a solid phase to the entire molten
metal 51 when the molten metal 31 1s 1 a solid-liquid coex-
istent state.
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The respective sizes and shapes of the supply cavity 3 and
the cooling cavity 4 are determined so as to satisiy the relation

of “Ix(M2/M1)=1" so that the volume ratio 6 of the blow
holes 1s 0(%) or less.

The s1ze and shape of the supply cavity 3 are determined so
as to satisty Expression 1, “IxMs/Mpa=1,” where the modu-
lus Mpa of the product cavity portion 2A on the outer periph-
eral side 1s the filling portion M1 that 1s intensively filled with
the molten metal 51, and the modulus Ms of the supply cavity
3 1s the supply portion M2 that 1s supplied with the molten
metal 51. It 1s considered that 1f Expression 1 is satisfied, no
blow holes are formed 1n a product that 1s molded 1n the
product cavity portion 2A on the outer peripheral side.

On the other hand, the size and shape of the cooling cavity
4 are determined so as to satisfy Expression 2, “fx{Mpa/
(Mpb+Mc)}=1,” where the sum of the modulus Mpb of the
product cavity portion 2B on the inner peripheral side and the
modulus Mc of the cooling cavity 4 1s the filling portion M
that 1s intensively filled with the molten metal 51, and the
modulus Mpa of the product cavity portion 2A on the outer
peripheral side 1s the supply portion M2 that 1s supplied with
the molten metal 51. It 1s considered that 1 Expression 2 1s
satisfied, no blow holes are formed 1n a product that 1s molded
in the product cavity portion 2B on the mner peripheral side.

Thus, determining the respective shapes of the supply cav-
ity 3 and the cooling cavity so as to satisty Expressions 1, 2
allows the mold 1 to be manufactured which prevents forma-
tion of blow holes 1n the product 52 that 1s molded in the
product cavity 2.

A casting method using the mold 1 will be described below.

When forging the casting 5, the supply cavity 3, the product
cavity 2, and the cooling cavity 4 are filled with the molten
metal 51 through the casting port 31 of the mold 1. At this
time, the molten metal 51 poured into the mold 1 through the
casting port 31 first fills the supply cavity 3, the product cavity
2, and the cooling cavity 4 that are located closer to the casting
port 31. In the present embodiment, each cavity 2, 3, 4 1s
instantaneously filled with the molten metal 51 1n order to
perform die casting.

The molten metal 51 filling the cooling cavity 4 1s first
solidified, and the molten metal 51 filling the product cavity
portion 213 on the 1nner peripheral side 1s then solidified.
Thereatter, the molten metal 51 filling the product cavity
portion 2A on the outer peripheral side 1s solidified, and lastly
the molten metal 51 filling the supply cavity 3 1s solidified.

As described above, 1n the present embodiment, the molten
metal 51 can be sequentially solidified from the inner periph-
eral side to the outer peripheral side of the cavities 2, 3, and 4
by designing the respective shapes of the cavities 2, 3, and 4
in the casting mold 1 as appropriate.

Accordingly, the mold 1 of the present embodiment and the
casting method using the mold 1 can prevent, by simple
measures, formation of blow holes (deformation such as
voids resulting from incomplete filling, cracks, or shrinkage)
in the product 52 that 1s molded 1n the product cavity 2.

(Second Embodiment)

The present embodiment 1s an example 1n which a product
cavity 2 having a different shape from that described 1n the
first embodiment 1s formed 1n a mold 1.

As shown in FIG. 5, a casting 3 that 1s molded 1n the mold
1 of the present embodiment 1s shaped so that a plurality of
protruding portions 55 protrude 1n parallel from a base por-
tion 56 having a long plate shape. As shown 1n FIG. 6, the
product cavity 2 of the present embodiment 1s formed by a
base portion cavity portion 22B that molds the base portion
56, and a protruding portion cavity portion 22A that molds the
plurality of protruding portions 53.
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A supply cavity 3 of the present embodiment 1s formed
along a longitudinal direction L so as to continuously connect
to a plurality of the protruding portion cavity portions 22A on
one side of a direction 1n which the plurality of the protruding
portion cavity portions 22A protrude. A cooling cavity 4 of
the present embodiment formed by a plurality of fin-shaped
cavity portions 41 1s formed along the longitudinal direction
L. so as to continuously connect to the base portion cavity
portion 22B 1n the longitudinal direction L. A casting port 31
ol the present embodiment 1s provided at an end of the supply
cavity 3.

The s1ze and shape of the supply cavity 3 are determined so
as to satisiy Expression 1, “IxMs/Mpa=1,” where a modulus
Mpa of the plurality of protruding portion cavity portions 22A
1s a filling portion M1 that 1s intensively filled with a molten
metal 531, and a modulus Ms of the supply cavity 3 1s a supply
portion M2 that 1s supplied with the molten metal 51. On the
other hand, the size and shape of the cooling cavity 4 are
determined so as to satisfy Expression 2, “tx{Mpa/(Mpb+
Mc)}=1,” where the sum of a modulus Mpb of the base
portion cavity portion 2213 and a modulus Mc of the cooling,
cavity 4 1s the filling portion M1 that 1s intensively filled with
the molten metal 51, and the modulus Mpa of the protruding,
portion cavity portions 22A 1s the supply portion M2 that 1s
supplied with the molten metal 31.

In the present embodiment, the supply cavity 3, the product
cavity 2, and the cooling cavity 4 are filled with the molten
metal 51 through the casting port 31 of the mold 1, the molten
metal 51 filling the cooling cavity 4 1s first solidified, and the
molten metal 51 filling the base portion cavity portion 22B 1s
then solidified. Thereatter, the molten metal 51 filling the
protruding portion cavity portions 22 A 1s solidified, and lastly
the molten metal 51 filling the supply cavity 3 1s solidified.

Accordingly, the mold 1 of the present embodiment and a
casting method using the mold 1 can also prevent, by simple
measures, formation of blow holes 1n the product 52 that 1s
molded in the product cavity 2.

The configuration of the present embodiment 1s otherwise
similar to the first embodiment, and functions and effects
similar to those of the first embodiment can be obtained.

What 1s claimed 1s:

1. A mold, comprising;

a product cavity that 1s to be filled with a molten metal to
mold a product;

a supply cavity that connects to one side of the product
cavity to supply the product cavity with the molten metal
that 1s poured from a casting port; and

a cooling cavity that connects to the other side of the
product cavity and in which the molten metal filling the
cooling cavity 1s cooled before the molten metal filling
the product cavity and the supply cavity i1s cooled,
wherein

a modulus M (=V/S) as a ratio of a volume V to a cooling
surface area S 1n each of the cavities has a relation of
Ms>Mp>Mc, where Mp 1s a modulus of the product
cavity, Ms 1s a modulus of the supply cavity, and Mc1s a
modulus of the cooling cavity.
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2. The mold according to claim 1, wherein

the product cavity, the supply cavity, and the cooling cavity
are formed 1n an annular shape,

the supply cavity continuously connects in the annular
shape to the product cavity on an outer peripheral side
serving as the one side of the product cavity, and

the cooling cavity 1s formed by including a plurality of
fin-shaped cavity portions, and continuously connects 1n
the annular shape to the product cavity on an inner
peripheral side serving as the other side of the product

cavity.
3. The mold according to claim 1, wherein
the mold 1s a die casting mold 1n which the product cavity,
the supply cavity, and the cooling cavity are folioed at a
position of a mating face where a pair of mold parts are
mated together.
4. The mold according to claim 2, wherein
the mold 1s a die casting mold 1n which the product cavity,
the supply cavity, and the cooling cavity are formed at a
position of a mating face where a pair of mold parts are
mated together.
5. A casting method using the mold according to claim 1,
comprising
filling the supply cavity, the product cavity, and the cooling,
cavity with the molten metal through the casting port,
and
first soliditying the molten metal filling the cooling cavity,
then solidifying the molten metal filling the product
cavity, and lastly solidifying the molten metal filling the
supply cavity.
6. A casting method using the mold according to claim 2,
comprising
filling the supply cavity, the product cavity, and the cooling
cavity with the molten metal through the casting port,
and
first solidifying the molten metal filling the cooling cavity,
then solidifying the molten metal filling the product
cavity, and lastly solidifying the molten metal filling the
supply cavity.
7. A casting method using the mold according to claim 3,
comprising
filling the supply cavity, the product cavity, and the cooling
cavity with the molten metal through the casting port,
and
first soliditying the molten metal filling the cooling cavity,
then solidifying the molten metal filling the product
cavity, and lastly solidifying the molten metal filling the
supply cavity.
8. A casting method using the mold according to claim 4,
comprising
filling the supply cavity, the product cavity, and the cooling
cavity with the molten metal through the casting port,
and
first soliditying the molten metal filling the cooling cavity,
then solidifying the molten metal filling the product
cavity, and lastly solidilying the molten metal filling the

supply cavity.
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